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METHOD FOR MAKING A LIPPED VAGINAL
CONTRACEPTIVE DIAPHRAGM

TECHNICAL FIELD OF INVENTION

The technical field of the invention is manufacturing
methods for contraceptive devices, in partlcular vaginal
dlaphragms (pessaries).

BACKGROUND OF THE INVENTION

- U.S. Pat. No. 3,036,570 1ssued to H. T. Milgrom and
W. T. Hewboski discloses a vaginal contraceptive dia-
phragm (pessary) having an integral inwardly project-

ing lip to provide increased retention thereof. An em-

bedded toroidally wound spring peripherally disposed
within a flange surrounding a central dome-shaped
portion provides the principal retentive force, the
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spring being integrally molded to the flange during the

manufacturing process, using conventional pressure
molding techniques. The dome-like portion with an
integral flange is first manufactured in a separate step by
pressure molding, whereupon the spring s laid over an
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annular portion of the flange, and the second inwardly

extending lip portion is formed therearound in a second
molding operation wherein the lip is formed integrally
attached to the flange of the diaphragm body, with the
spring trapped there between.

This manufacturing process frequently results in the
spring being carried completely to the edge of the struc-
ture because of molding pressures, resulting in a spring
substantially off center, and close to, if not actually
penetrating, the outer wall of the flange. Since the
spring portion is routinely flexed in insertion, a possibil-
ity exists that a thin flange wall in the vicinity of the
spring can result in a protruding spring, resulting in
irritation to the user. Such defects are frequently ob-
served during the manufacturing process, resulting in a
substantial number of manufacturing rejects. Addition-
ally, as will subsequently be discussed, this integral
formation method leads to a substantial problem in ex-
tracting the finished diaphragm assembly from the in-
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jection mold, because of topological problems pres-

ented by the inwardly extending lip and spring rigidity.
Another difficulty arises from the fact that the spring

has a specific heat substantially different from the elas-
tomer trom which the lip and flange are formed, with

the result that 1t is difficult to get an adequate and uni-
form heating of the elastomer around the spring to
provide adequate and uniform curing without causing
local overcuring and concomitant embrittlement. More-
over, since the spring is embedded in the elastomer and
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has its windings interpenetrated by the elastomer during -

the molding process, the result is that the resulting
structures so produced have quite variable spring ten-
sion properties, owing to the above mentioned curing
problems, as well as the fact that the interpenetration by
the elastomer is not subject to close control. A further
feature of such a structure, wherein the spring is cap-

tively embedded in the flange, lies in its rigidity during

insertion by the user, since the elastomer is not free to
rotate at all about the toroidal spring. This is can be a
source of discomfort. |
Thus, it has been considered desirable that an im-
proved manufacturing process be developed that would
provide a more controllably curable assembly wherein
no substantial lateral displacement of the spring occurs,
with the associated danger of producing an unaccept-
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ably thin outer wall. A process that would vield a less
rigid structure would also be desirable.

SUMMARY OF INVENTION

~ According to the invention a vaginal contraceptive
diaphragm is formed by first forming a dome-like shield
structure having a peripheral flange and having inte-
grally formed at the same time therewith a folded back
membrane forming an interior sealing lip, the interior

° region of the periphery of the assembly being formed in

the shape of an annular toroidal chamber. The dome
shield is formed as a single unit by molding techniques
wherein 1t 1s partially cured to a “set” condition. The
dome shield 1s then removed from the mold, a toroidal
spring is inserted into the annular toroidal chamber, and
a loop of uncured elastomer is placed on the flange
substantially coplanarly with the toroidal spring and
disposed inwardly therefrom. Local heat curing is then
applied to cure the loop and fuse it to the flange and the
portion of the inwardly extending lip immediately in
contact with it, thereby sealing the spring within the
toroidal chamber. Since the loop does not contact the
spring during the local curing process, the spring is thus
held loosely captive in the toroidal chamber. The result
1s a well centered sealed retention spring, having no
penetration of the windings thereof by any flowing
elastomer, thereby providing the previously mentioned
desirable uniformity of tension. Since the spring does
not contact the region being cured during the sealing
process, a substantially improved control over unifor-
mity of curing i1s achieved. Thin walls and possible
protrusion of the spring therethrough are completely
eliminated, and the free floating spring allows a more
comfortable rolling insertion of the finished device.

Other advantages and features of the invention will
become apparent upon making reference to the descrip-
tion to follow, the drawings, and the claims.

DESCRIPTION OF DRAWINGS

FIG. 1 is a perspective view of a formed dome shield
made of elastomer material;

FIG. 2 is a partial cross section view of a mold used

to produce the dome shield of FIG. 1, showing a toroi-
dal spring retention chamber.
- FIG. 3 is a partial cross section view of the edge
region of the dome shield of FIG. 1, again showing the
toroidal spring retention chamber disposed outboard of
the central element of the dome and attached to a lip
and supporting shelf;

FIG. 4 is a perspective view of a spiral wrapped
toroidal spring, showing the windings thereof;

FIG. § 1s a cross sectional plan view through the
toroidal chamber of FIG. 3 showing the spring of FIG.
4 in place, with an elastomeric filament disposed in-
wardly therefrom with overlapping ends preparatory to
local curing to seal the shelf of FIG. 3 to the lip posi-
tioned thereabove; |

FIG. 6 is a partial cross section view of the flange
portion of the dome shield of FIG. 1 with the spring of

- FIG. 4 inserted, showing the position of the elastomeric
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filament shown in FIG. 5 mounted between two ring
shaped heater elements applied for local fusion and
curmg of the filament; and

"FIG. 7 1s a view similar to FIG. 6 after the curing of
the filament, showing the sealing action trapping the
toroidal spring within the toroidal chamber. |
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FIG. 8 15 a cross section view of the prior art manu-

facturing method, showing the mold parts withdrawn
just prior to removal of the pessary.

DESCRIPTION OF THE INVENTION

The subject matter of the present disclosure is an

improved method for forming a contraceptive vaginal

diaphragm shield of the type shown in FIG. 1 having a
thin walled dome portion 14 and an outwardly extend-

ing flange portion 12 containing a toroidally disposed

interior toroidal spring (not shown-See FIG. 4), the
shield further having an inwardly extending lip 16 in the
form of a generally planar membrane, the lip providing
for increased retention according to the teaching of
U.S. Pat. No. 3,036,570. |

The dome shield of FIG. 2 is produced by molding
techniques using a two part mold consisting of upper
element 18 and lower element 20 shown 1n FIG. 2. A
toroidal ring 21 outwardly disposed from and con-

nected to the central convex downwardly extending

portion of upper mold portion 18 serves to define an
interior toroidal annular chamber when the passages
between the two molds are filled by fluid elastomer via
molding passages (not shown). Representative values,
using natural rubber for the elastomer, for the first cure
to a 90% “‘set” condition are typically 3.5 minutes at 350
degrees Fahrenheit. |

The resulting structure when finished 1s in the form
shown in FIG. 1, having a radial flange portion 12
(FIG. 3) configured as shown. The structure has a pe-
ripheral toroidal chamber 24 defined by a toroidal wall
22, the chamber supported outboard of the dome por-
tion 14 by a shelf 13, the lip 16 extending radially in-
ward from the upper interior portion of the toroidal

wall 22. By inspection of FIGS. 2 and 3, it will be appre-

ciated that, owing to the flexibility of the structure, the
dome shield 10 is readily removed from the upper mold
18 after curing and mold separation by a simple radial
and pull-away stretching operation. The advantage of
such a feature will be discussed subsequently.

Next, a toroidal spring 26 (F1G. 4) consisting of heli-
cal spring wraps 28, is inserted into the toroidal cham-
ber 24 as shown. To seal the structure together an un-
cured elastomer filament 30, most preferably in the
form of a single filament placed with the ends overlap-
ping as shown in FIG. §, is disposed upon a joining
region on the shelf portion 13 of the flange, the assem-
bly being placed between two annular heating rings
32--32 as shown in FIG. 6. |

Upon application of heat to the heating rings 32—32,
the uncured elastomer 30 flows to seal the lip 16 and the
shelf 13 of FIG. 6 together, the resulting structure as
being shown in FIG. 7. A typical curing schedule is one
minute at 200 degrees Fahreheit, resulting in sufficient
structural integrity to allow subsequent handling. Al-
though a simple cementing operation would appear to
be adequate for this step, experience has shown that
unreliable seals result. However, so that the broadest
aspect of the present invention will still apply should
there be found a convenient effective adhesive having
suitable non-toxic properties, the broadest aspect of the
invention envistons sealing the spring means by adhe-
sively securing said lip to said flange along the margin
of said annular chamber to seal the spring means
therein. The adhesive material i1s preferably curable
adhesive material which is partially cured during the

sealing step. Then both the curable elastomeric dia-

10

15

20

25

30

335

40

435

30

33

65

phragm body and the partially cured adhesive can be
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subsequently simultaneously completed cured by sub-
jecting the same to-a suitable curing environment.

It will be noted that the toroidal spring 26 1s now
sealed withing the chamber 24 in a free floating condi-
tion, the elastomeric filament 30 being of such quantity
and dimension as not to flow into the chamber to bond
to the spring. Final curing of the entire assembly is then
carried out by high pressure high temperature steam,
most preferably in an autoclave at 15 p.s.i for 20 min-
utes.

Conventional fabrication techniques for such struc-
tures involve forming the dome shield and flange first,
laying the spring thereon, and then molding and vulca-
nizing the remainder of the lip structure around and in
contact with the spring. FIG. 8 illustrates the final stage
of such a method, showing the mold part 18’ and 20’
withdrawn, with the assembly still held captively se-
cured to the top part 18'. A variety of disadvantages
arising from this process are eliminated by the present
method as will be discussed.

A variety of advantages result from the present
method: : |

First, by providing for a loosely captive spring, a
measure of rotation of the outer wall 22 1s allowed
during insertion by the user, thereby removing a mea-
sure of discomfort frequently attendant thereto.

Second, since the specific heat of the spring and the
elastomer are substantially different, the second mold-
ing and vulcanmizing operation is difficult to control
throughout the flange structure, often resulting in seal-
ing failure by undercuring or overcuring. By physically
isolating the spring mass from the joining region, and by
locally sealing this region, this problem is eliminated.

Third, the conventional method inherently causes the
elastomer to interpenetrate the spring windings, thereby
affecting spring regidity. Since the subseguent curing s,
as stated above, quite variable in its properties, the re-
sulting spring stiffness is similarly variable and difficult
to control. This problem also 1s eliminated.

Fourth, as mentioned in the Background of the In-
vention, the second molding process frequently dis-
places the spring laterally, producing an unacceptably
thin wall or a local failure to seal around the spring. By
fabricating the retaining walls first, this problem is elim-
inated. ]

Finally, such springs 21 as shown in FIG. 4 have only
a very limited radial stretching capacity. Thus, with
reference to FIG. 8, it will be appreciated that such a
diaphragm structure with a lip configuration 16’ poses
certain basic problems with respect to the molding pro-
cess. Here instead of providing for a toroidal ring 21
defining the spring chamber 24, such a stiffened spring
itself is fused into place by conventional techniques. It
has proven to be extremely difficult to achieve separa-
tion of the structure so formed from the upper half mold
portion 18, because only a limited radial outward
stretching can be imparted to the spring to pull it free
from its captive position in the mold. The result is that
conventional fabrication techniques are more time con-
suming, and frequently result in spoilage during manu-
facture by tearing of the flange during the removal
operation. Thus, the previously recited process not only
produces a more desirable product, but substantially
improves production yield for lip carrying diaphragms.

While the invention has been described with refer-
ence to a preferred embodiment, it will be understood
by those skilled in the art that various changes may be
made and equivalents may be substituted for elements
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thereof without departing from the scope of the inven-
tion. In addition, many modifications may be made to
‘adapt a particular situation or miaterial to the teachings
of the invention without departing from the essential
scope thereof. Therefore, it is intended that the inven-
tion not be limited to a particular embodiment disclosed
as the best mode contemplated for carrying out the
invention, but that the invention will include all em-
bodiments falling within the scope of the appended
claims. |
I claim:
1. A method for making a cervical contraceptive
diaphragm assembly comprising the steps of:
forming an elastomeric vaginal diaphragm body, said
body configured with a central shell-like dome
having an outwardly extending flange peripherally
attached thereto, said body having a annularly
shaped generally planar lip joined at the outer pe-
riphery thereof at all points therealong to the outer
peripheral edge of said flange to form an annular
chamber between said flange and an outer annular
portion of said lip, said lip being configured to
extend generally planarly inwardly beyond the
juncture of said flange and said dome;
providing a toroidally configured spring means and
disposing same to lie completely within said annu-

10

15

20

25

lar chamber and proximate to the outer wall |
thereof, so as to leave an interior annular portion of 30

said flange and an opposing annular portion of said
lip facing each other to form an annular joining
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region along what is to be the inner margin of said
annular chamber:

sealing said lip to said flange along the margin of said

annular chamber so as to seal the spring means
‘therein.

2. The method of claim 1 wherein said elastomeric
diaphragm body is initially partially cured te said set-
ting condition, and said sealing step includes sealing said
lip to said flange through a body of curable material
added along said margin, and then partially curing the
same, and then curing said assembly to a substantially
cured condition. ' _ ,

3. The method of claim 2 wherein said body of cur-
able material is an elastomeric filament placed along
said margin of the chamber between said lip and flange.

4. The method of claim 1 wherein said annular cham-
ber 1s configured as a thin-walled toroid approximating
the dimensions of said toroidal spring means.

>. The method of claim 3 wherein said elastomeric
filament is a linear flexible filament placed on said flange
along said margin of the annular chamber with the ends
of said filament disposed in overlapping contact to form
a loop thereof.

6. The method of claim 2 wherein said step of at least
partially curing said joining region comprises local
heating of substantially only the joining region between
said lip and flange.

7. 'The method of claim 6 wherein said step of curing
said assembly to a substantially completely cured condi-
tion comprises treating said assembly at elevated tem-

peratures in the presence of water vapor.
¥ ¥ ¥ % &
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